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(57)Abstract:

PROBLEM TO BE SOLVED: To efficiently

mass-produce a plastic form of

constructing/civil engineering concrete by a

i4 , continuous extrusion method utilizing a

thermoplastic product, a waste PET bottle or

the like which have been almost impossible to

>it£2^ reutilize and have been subjected to disposal

heretofore.

SOLUTION: A required waste thermoplastic

product or waste PET bottle is crushed to

obtain pellets with a required size and the

crushed pellets are guided to a melting

apparatus to be melted at required temp, and

the obtained plastic melt is guided into an

extruder from the melting machine while held to required temp, and continuously

extruded into a mold 14 for a required form from the extruder to be molded and the

demolded plastic molded object is quenched to be cured while the cured plastic

molded object is cut into required length to obtain a plastic form for a

constructing/civil engineering concrete form and a metal joint for connecting the form

is obtained.

* NOTICES *

JPO and INPIT are not responsible for any

damages caused by the use of this translation.

1.This document has been translated by computer. So the translation may not reflect

the original precisely.

2.**** shows the word which can not be translated.

3.In the drawings, any words are not translated.
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CLAIMS

[Claim(s)]

[Claim 1]A process and; this crushing pellet which crush necessary abandonment

thermoplastic articles, an abandonment PET bottle, etc, and are made into a pellet of

a necessary size are drawn in a dissolving machine, Holding a process and; plastics

solution which dissolve with required temperature to required temperature.

Continuous extrusion is carried out into a necessary mold public-funds type from a

****** process and; this extrusion machine into an extrusion machine from this

dissolving machine. A process of carrying out quick cooling of the

plastic-goods-molding object of which; unmolding was done with a process to mold,

and hardening it; a plastic form continuous extrusion method of construction and

concrete for engineering works which comprises a process which cuts a hardened

plastic-goods-molding object to length as required, and is used as construction and a

plastic form for concrete forms for engineering works, and;.

[Claim 2]A plastic form continuous extrusion method of construction and the

concrete for engineering works according to claim 1 which sets this melting

temperature to 255 degreeC t and changes considering this retention temperature as

245degreeC.

[Claim 3]

** formed of two or more stiffener molding bodies provided in parallel at an interval,

and this stiffener molding body

A mold for plastic form molding considered as a mark.

[Claim 4]

** formed of two or more stiffener molding bodies provided in parallel at an interval,

and this stiffener molding body
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A plastic form considered as a mark

[Claim 5]

A mold for plastic form molding forming **.

[Claim 6]

A plastic form forming ##„

[Claim 7]MetaI joint for both-ends connection characterized by comprising the

following.

A concave main part which engages with a wide area formed at a tip of a stiffener of

adjoining plastic form both ends.

An engagement piece formed at a tip of this concave main part toward the inside,

respectively.

[Claim 8]A serrate part which fits into a triangle corner of a wide area formed at a tip

of a stiffener of plastic form both ends which adjoin both sides of a concave main part,

Metal joint for plastic form both^ends connection comprising a height formed caudad

toward pars-basilaris-ossis-occipitalis pars intermedia of this concave main part,

changing the length of the topmost part of this serrate part mutually, and considering

it as a mark.

DETAILED DESCRIPTION

[Detailed Description of the Invention]

[0001]
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[Field of the Invention]In this invention, about the plastic form continuous extrusion

method, its plastic form, and metal joint of construction and the concrete for

engineering works
r in more detail, It is related with the plastic form continuous

extrusion method, its plastic form, and joint of construction and the concrete for

engineering works using thermoplastic articles, an abandonment PET bottle, etc.

which could hardly reuse and of which it laid on the shelf

Therefore, the plastic form continuous extrusion method, its plastic form, and metal

joint of construction and the concrete for engineering works as what is replaced with

a plywood form simultaneously with waste treatment are obtained.

[0002]In construction and the engineering^works spot, in order to slush freshly mixed

concrete, a plywood form is in use and the plywood form of immense number of sheets

is used. This plywood form has processed the wood which cut down the subtropical

lignosa.

In order to manufacture this mold, other wood must be used in large quantities,

[0003]In order to manufacture the plywood form for placing freshly mixed concrete,

there is a plywood of the following standard size. 900x1000; 600x1800 (cm); Thickness

is 12 (mm). Although there is various thickness, the mold for construction has the

thickness 12 in use (mm).

[0004]In accordance with the size of a drawing, the mold for construction is

processed for the plywood of the above-mentioned standard size, that time — an

auxiliary material — processing manufacture — it carries out — if it kicks, it will not

become. When processing a mold, since a plywood is cleft via an electric saw, it is

generated in large quantities by "saw waste", and surplus materials also increase in

number. A great labor and time are needed for processing of this surplus material.

[0005]Thus, erection (what is called erecting) is carried out for the processed mold for

construction in a construction site. However, since the mold for construction is not

correctly manufactured from an end to an end, it not necessarily carries out erecting

of the mold for construction which processed the above-mentioned auxiliary material.

[0006]

[Problem(s) to be Solved by the Invention](1) However, processing into this

appearance the wood which cut down the subtropical lignosa in large quantities,

manufacturing a mold or using other wood leads to destruction of nature, and it is a

problem very much environmentally.

[0007](2) Large-scale equipment, a labor, and time are needed for disposal processing
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of thermoplastic articles, an abandonment PET bottle, etc. currently used in a quantity

immense as a food container etc. in recent years.

[0008](3) Since this joint does not stick to the stiffener of a plastic form when it is

going to connect plastic forms using publicly known joint, an auxiliary material is

needed,

[0009]

[Means for Solving the Problem](1) A process which crushes necessary abandonment

thermoplastic articles, an abandonment PET bottle, etc., and is made into a pellet of a

necessary size, In an extrusion machine from that of this dissolving machine, holding a

process which draws this crushing pellet in a dissolving machine, and is dissolved with

required temperature, and a dissolved plastic solution to required temperature A
****** process, A process which carries out continuous extrusion and is molded in a

necessary mold public-funds type from this extrusion machine, and a process of

carrying out quick cooling of the unmolded plastic-goods-molding object, and

hardening it, As what is replaced with plastic form continuous extrusion Noritoki of

construction and concrete for engineering works which comprises a process which

cuts a hardened plastic-goods-molding object to length as required, and is used as

construction and a plastic form for concrete forms for engineering works at a plywood

form. It is a plastic form continuous extrusion method of ****** and concrete for

engineering works.

[0010]

Two or more stiffener molding bodies provided in a line, and two or more slots formed

of this stiffener molding body

It is a mold for plastic form molding forming 1-mm inclination toward an inner corner of

this height from ******.

[0011]

C3) mm<a&f* mmm^^mi^-^mm-rr^
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Two or more stiffener moiding bodies provided in a line, and two or more slots formed

of this stiffener molding body

fzmw^(D^Ar ssgi. msm. b**>kk ztiiztztz-n

It is a plastic form forming 1-mm inclination toward an inner corner of this height from

[0012]

(4) mw®M& t s £ i £ tt s mm^ik £ x ^©rtflitc^tf e,*i.fc^^£«

^ i^ra^a^^Mft t » ^cn^^ff tm^-pfrz <^ms£ cj; t)

^igoa^t, «Eiffl3&*w:fc»»t i

*«a>»ca6Sflc©iB'TfaETaiaais^ ess cat

m-t zffimtcBm&titifftmmcDJc* ©ass. arss^ sv<o.is«:7ic7

It is a mold for plastic form molding carrying out.

[0013]

(5) mm®m* trnz t zmm&#t^ ^©rtincRtf ztuz-zntm

mm,* tut: im&mt, mmw^&nm® ±.tm& %m»fefS'*-ej&jsa?

f?^©Bap£. ^ca0*#:Kp^-r s^^^^^i^® ffitf^T^a^x ewe**
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It is a plastic form carrying out,

[0014](6) They are a concave main part which engages with a wide area formed at a

tip of a stiffener of adjoining plastic form both ends, an engagement piece formed at a

tip of this concave main part toward the inside, respectively, and the metal joint for

******** plastic form both-ends connection.

[0015](7) A serrate part which fits into a triangle corner of a wide area formed at a tip

of a stiffener of plastic form both ends which adjoin both sides of a concave main part,

It is the metal joint for plastic form both-ends connection comprising a height formed

caudad toward pars-basiiaris-ossis-occipitalis pars intermedia of this concave main

part, changing the length of the topmost part of this serrate part mutually, and

considering it as a mark.

[0016]

[A mode of implementation of an invention] A necessary thermoplastic article which

could hardly reuse conventionally and of which it laid on the shelf in this invention,

Crush an abandonment PET bottle etc., consider it as a pellet, dissolve this crushing

pellet within a dissolving machine, and it is considered as a dissolved plastic solution,

This is supplied via an extrusion machine succeeding inside of a moid public-funds

type for molding from this dissolving machine, Quick cooling of the unmolded

piastic-goods-moiding object is carried out, and a hardening plastic-goods-moiding

object is cut, and it is considered as construction and a plastic form for concrete

forms for engineering works, and is a plastic form continuous extrusion method, its

plastic form, and metal joint of construction and concrete for engineering works.

[0017]

[Exarnple]Lessons is taken from an accompanying drawing and the example of an

invention of this claim given [ each ] in a claim is described. The example which molds

the plastic form of the construction and the concrete for engineering works which has

two or more stiffeners for the invention of claim 1 and two statements is described in

drawing 1 in which this invention is shown serially, and 13.

[0018]Necessary thermoplastic articles, an abandonment PET bottle, etc. of which it

lays on the sheff are introduced into a necessary crusher (not shown), and it crushes

in a size about 2 mm in diameter, and is considered as the pellet P.

[0019]Draw this crushing pellet P in the dissolving machine 10, and it dissolves at the

temperature of 255 degreeC as shown in drawing 1 , The plastics solution is led in the

extrusion machine 12, holding to 245 degreeC, two or more stiffeners 54 and 54 from

this extrusion machine 12 — with a stream, the plastic body which while had „, and

was drawn in molding public-funds type 14, and was unmolded is quenched for about
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30 minutes, and is stiffened, and it cuts to the after-hardening necessary length, and

is considered as the plastic form 50 according to claim 3.

[0020]lt has the molding sections 14a and 14a which mold the stiffeners 52 and 52

into the both ends of one molding public-funds type 14 for the invention of claim 3 and

four statements to mold this plastic form 50 in drawing 2 and 3 f and is the height 14b

to the direction of a longwise hand of these molding sections 14a and 14a,

i4b &mmL, m^mm ub, 14 b©T*»* ^±^^m^ -^xasgi 4

c p BUcj &ffi,m 14b, 14b <&±$$fr £> JL^" ic fqj ~> x

It is alike, and it goes and 1-rnm inclination is formed, respectively.

[0021 ]adjoining these molding sections 14a and 14a — the inside stiffeners 54 and 54

— the molding sections 1 4e and 1 4e for forming „ these molding sections 1 4e and 1 of

the inside which provides vertically and in parallel with a required interval, forms 14f

in 14 f of slots, and adjoins these molding sections 14a and 14a

4 e <DTmm& &_bsrfcwaap i4d
1
,ei4d

1
*»a t rsa* 1 a c

. B 1 4 c
2 4 it^ msm 14d r @ 1 4 d

x
<D® $ a = a jgsse

14d
z
and 14d

2 are provided horizontally, further, the bottom plate 14h is formed in the

lower part of these members at one T and these 14 f of slots form 14 g of slots which

lead to the upper part and the ceiling board of „ 1 4f in 1 4 f of each slot. Therefore, the

wide areas 52b and 52b are molded into the lower end of this plastic form 50 and

these stiffeners 52 and 52.

[0022]They are molding public funds of the plastic form 60 of another side of the

invention according to claim 5 in drawing 5 ,

It has the molding sections 16a and 16a which mold the stiffeners 52 and 52 into the

both ends of one molding public-funds type 16 for molding the mold 60 made from KU,

the heights 16b and 16b are formed in the direction of a longwise hand of these

molding sections 16a and 16a, and it is the upper part from the lower end part of these

heights 16b and 16b.
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biSl^j^oTSS 16c
2 vB16c 2 ^J£5i& SSC 1 6 c . @16

1-mm inclination is formed toward the upper part, respectively from the corner of c2 .

[0023]

1 G d &S C 1 *§£>^ 1 6 # g£SSg I6c
2
.S16c

2

TJ£5l£ L fcS^ 18e r gl6e
1 ^ffi fc: /]* * ~ ft JB^iE 1 6 e

2 . 1 4 e

2
' is provided horizontally and the bottom plate 16h is formed in the lower part of these

members at one. Therefore, the wide areas 62b and 62b are molded into the lower end

of this plastic form 60 and these stiffeners 62 and 62.

[0024]Therefore, in the outside of these stiffeners 62 and 62 of these plastic form 60

both ends molded by 16 g of molding grooves of this molding public-funds type 16 as

shown in drawing 5 and 6, it is necessary width.

62c and 62c are molded.

[0025]In drawing 1 and 13, draw this crushing pellet P in the dissolving machine 10,

and it dissolves at the temperature of 255 degreeC, The plastics solution is led in the

extrusion machine 12, holding to 245 degreeC r two or more stiffeners 54 and 54 from

this extrusion machine 12 — it leads in molding public-funds type 16 of another side

which has ... and with a stream, the unrnolded plastic body is quenched for about 30

minutes, and is stiffened, and it cuts to the after-hardening necessary length, and is

considered as the plastic form 60 according to claim 4,

[0026]In drawing 8 ,
the metal joint 70 for plastic form both-ends connection according

to claim 5, This concave main part 70a that engages with the adjoining plastic form 50

and these wide areas 52b and 62b formed at the tip of the stiffeners 52 and 62 of 60

both ends, and the engagement pieces 70b and 70b formed at the tip of this concave

main part 70a toward the inside, respectively are comprised,

[0027]In drawing 10 and 1 1, to the pars intermedia of the pars basilaris ossis

occipitalis 80a of the main part 80 for plastic form both-ends connection according to

claim 6 of metal joint. The plastic form 50 which goes caudad, forms the projection

80b and adjoins, and the serrate parts 80c and 80c which fit into the triangle corners
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52c and 62c of the wide areas 52b and 62b of the stiffeners 52 and 62 of 60 both ends,

The length of 80 d of pieces of the topmost part of these serrate parts 80c and 80c

and 80d of pieces
f

is changed mutually, and it is considered as a mark.

[0028]They are the both ends of the plastic forms 50 and 60 in the example of claim 3

in drawing 9 .

®«*5 2, 6 2 ©±«^6Kfa«5 2 a i»@«6 2 a lmm^S*

Since it forms, 2-mm inclination is formed with the stiffeners 52 and 62 of both sides.

[0029]When not forming 1-mm inclination but it is right-angled temporarily, and

concrete is placed, it may be got blocked unawares. In the example which formed

2-mm inclination by both sides, if this stiffener 62 is set by the jizumi shown by a

dotted line as this metal joint 70 and 80 is made to engage with these stiffeners 52

and 62 and it is shown in drawing 1

2

, these stiffeners 52 and 62 will serve as a straight

line, and will serve as a flat surface.

[0030]

[Function of the Invention]If claim 5 and the metal joint 70 and 80 of six statements

are made engaged, claim 1 and the plastic forms 50 and 60 manufactured by the

plastic form continuous extrusion method of the construction and the concrete for

engineering works concerning the invention of two statements, As shown in drawing 7

and 12, this plastic form 50 and 60 **** are united on a straight line, a flat surface is

formed, and the surface of discontinuity after molding does not occur.

[0031]

[Effect of the Invention](1) Are hardly conventionally recyclable by claim 1 and the

continuous extrusion method of two statements, Since mass production becomes

possible about the plastic form of construction and the concrete for engineering

works efficiently using thermoplastic articles, an abandonment PET bottle, etc. of

which it could not but lay on the shelf, It becomes what is replaced with the plywood

form which was processing and manufacturing the wood which cut down a lot of

subtropical lignosas by killing two birds with one stone, and destruction of nature is

prevented and it becomes desirable environmentally.

[0032](2) Therefore, the plastic form of the molded construction and the concrete for

engineering works becomes strong, and it is rich in endurance.

[0033](3) When claim 5 and the metal joint 70 and 80 of six statements are made

these plastic forms 50 and 60 shown in drawing 1 and 12 engaged, as it is shown in

drawing 9
,
they are these both ends.

«*© Ji*** SSSW&ttB SB* T? 1 mmC)^S^}f« L . Wm^2 mm 4 & «
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In **
T

if these plastic forms 50 and 60 are engaged to compensate for jizumi t it is

united on a straight Sine, and a flat surface is formed, the surface is finished beautiful,

and a line does not arise at all in a knot.

[00343(4) This serrate part 80c of the main part 80 for plastic form both-ends

connection according to claim 6 of metal joint, Since these serrate parts 80c and 80c

fit into the triangle corners 52c and 62c of the wide areas 52b and 62b of the plastic

form 50 and the stiffeners 52 and 62 of 60 both ends r 80c grasps both and connects

certainly,

[0035](5) Furthermore, since the projection 80b was formed caudad toward the pars

intermedia of the pars basilaris ossis occipitalis 80a of this main part 80 of metal joint,

if the tip of a ratchet (not shown) is fitted into this projection 80b, removal of this main

part 80 of metal joint will become easy.

[0036](6) Since the length of these 80 d of pieces of the topmost part of this main

part 80 of metal joint and 80d of pieces
T

is changed mutually and it is considered as a

mark, if it has and attaches only one side of these 80 d of pieces, and 80d of pieces
'

in using again this main part 80 of metal joint, the rate of damage will decrease. And if

it attaches with 80 d of one pieces 25 times and then attaches with 80d of pieces [ of

another side ]
' 25 times, it will come to bear a total of 50 use.

[Translation done.]
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